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METHOD FOR MANUFACTURING/ HANDLING FLUID COMPONENT PACKAGED 
GOODS, MANUFACTURE / HANDLING INSTRUCTING DATA CODE FOR USE IN 
THIS METHOD AND FLUID COMPONENT PACKAGED /GOODS AFFIXED BY THIS 
MANUFACTURE/HANDLING INSTRUCTING .DATA CODE 




BACKGRQirwn op THB TfrVENTTnw 
1. Fle3d of th» T rY o nr1 ^ n /. 

The present invention relates to a method for 
manufacturing/handling fluid exponent packaged goods, a 
manufacture/handling instructir/g data code for uae in this 
method and fluid component packaged goods to which this 
manufacture/handling instructing data code is affixed. The 
invention is suitably applii to goods such as a paint can 
in which paint is filled iV particular. 
2 - t Pescr l ntion of the ^tJ*-^ 

Trials of introducing a data code such as a bar code and 
a two-dijnensional data /code into manufacturing lines of 
various goods as a manufacturing instructing data code have 
come to be actively /implemented lately to enhance the 
efficiency for manufacturing goods and to eliminate processing 
and handling misses during the manufacture. 

For instance, ip-A-57-71151, JP-a-62-28157 and JP- A - 
4-146649 have disclosed such data code in connection with 
semiconductor dev/ces, JP-A-59-124469 has disclosed in 
connection with t/e production of cars and JP-A-6-17895S has 
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disclosed in connection with painting products. / Further, 
JP-A-6-134656 and JP-A-7-21271 have disclosed a manufacturing 
instructing data code itself. 

In the technologies disclosed in the above-mentioned 
publications, the manufacturing instructing /data code such 
as a bar code is affixed to nonprocessed/non-treated goods 
to process /treat the goods accurately and/ automatically by 
reading processing /treatment information/ directly from the 
data code or by collating to a compute/ about the contents 
of processing/ treatment by reading ygoods identification 
information on a manufacturing line, 

All of these technologies described abode may be 
recognized to be able to improve th6 manufacturing yield and 
to reduce processing/treatment misses by introducing such 
manufacturing instructing data qbde. 

By the way, each of the technologies described above 
utilizes the data code only /in the processing/treatment 
process of goods. However, there is a packaging line after 
the manufacturing line tot the goods of general size 
manufactured in the factory /line, except of very large goods 
such as a car, and the facyory line cycle ends for the first 
time after passing through steps of classifying the packaged 
goods per package and c/f conveying the packaged goods to 
predetermined shipping yards in general. Accordingly, it has 
been desired to introduce something like a "handling 
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instructing data code" also in such handling processes after 
manufacturing the goods to improve its efficiency and to reduce 
handling misses. 

However, because the packaged good/ can be manufactured 
normally only in the sequence of packaging the goods after 
ending the processing/treatment /of the goods, the 
manufacturing instructing data codeybannot be affixed to the 
package, m contrary, even if the handling instructing data 
code is affixed to the goods, it is/difficult to read the code 
mechanically through the packagi in general except of an 
exceptional package such as va/uum packing by means of a 
transparent fii*. Accordingly / there has been no other way 
but a method of affixing the manufacturing instructing data 
code to the goods to be proces/ed/treated and of affixing the 
handling instructing data c/de separately to the packaged 
goods in such a case in introducing the handling instructing 
data code. 

Accordingly, such method has required to indicate the 
two kinds of data codes of/ the manufacturing instructing data 
code and the handling instructing data code to the two kinds 
of objects of the produc/ and the package i n the separate steps 
for one packaged goods/ still more, these two kinds of data 
codes must correspond infallibly because the package must 
coincide with its content, i.e. , the goods . Therefore, there 
has been a problem Lorn the above-mentioned facts that the 
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data code pasting process and an information processing aye tern 
of the data using a computer and others are very complicated. 

There has been also no technology in the field of fluid 
component goods such as paint and various li/uid component 
goods or of solid particulate component goods/having fluidity 
for rationally improving the efficiency Jt manufacturing, 
packaging and handling processes and reduc/ng handling misses 
of the fluid component goods by usin/ the manufacturing 
t instructing data code and the handling instructing data code 

because it has been considered tha£ the above-mentioned 
circumstance applies in the same manner in the past. 

Accordingly, it is an object of the invention is to 
eliminate the above-mentioned problems in 

manufacturing/handing the f luid/component packaged goods. 

The inventor of the prese/t application has reached to 
the following points to be noticed and consummated the present 
invention while making trial/and errors to find the solution 
of the above-mentioned problems: 

(a) Normal solid goods a/low the manufacturing instructing 
data code to be indicated/ directly on the goods because the 
goods themselves have ix/dependent spatial configuration and 
can be processed/treat/d corresponding to the manufacturing 
instructing data code as the goods are conveyed on a 
manufacture line one 7 by one. However, it has the above- 
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mentioned problem because they cannot be processed/ treated 
from the outside of the package in principle/ 

(b) Fluid component goods disallows the/ manufacturing 
instructing data code to be indicated directly on the goods 
and cannot be processed/ treated in a predetermined manner by 
dividing and conveying it on the manufacture line one by one. 
in contrary however, it is possible to Manufacture, package 
and handle the goods by one single datea code by indicating 
the manufacturing instructing data/ code and the handling 
instructing data code together on pie package when the fluid 
is filled within a packaging container because it allows at 
least "processing/treatment /after packaging" such as 
processes for filling and mining components. 

(c) while a method of producing a predetermined component 
per product type as a master batch and of separately filling 
it into individual packaging containers has been normally 
adopted in the past as a method for producing a number of types 
of products such as paints, there has been introduced, lately, 
a method of supplying empty packaging containers on a 
manufacture line one/4fter another, of filling predetermined 
components into the 7 individual packaging containers and of 
mixing them therei/ n to produce the fluid component and the 
fluid component packaged goods in the same time. The adoption 
of this method ailows the merit of the above item (b) to be 
actively utiliafed. 
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SUMMARY OF THE TNVWNTTifof 

(Structure of First Aspect of the Invention) 

in order to solve the above-mentidhed problems , according 
to the structure of a first aspect of the invention (invention 
described in Claim 1), there Is provided a method for 
manufacturing/handling fluid / component packaged goods 
comprising steps of manuf actur/ng fluid components of at least 
two or more types having different contentB of composition; 
manufacturing fluid component packaged goods of two or more 
types in which the f luid ^Components of two or more types are 
filled in packaging containers; and handling the fluid 
component packaged goyods of two or more types differently 
corresponding to their classification. The method further 
comprises the following conditions 1) through A): 

1 ) The fluid components of two or more types and the fluid 
component packaged goods of two or more types are manufactured 
concurrently by filling the predetermined components 
corresponding L the classification of the fluid components 
to and by implanting other necessary processes on individual 
packaging cc/ntainers supplied one after another on one and 
same manufacturing line. 

2 ) Thfe fluid component packaged goods of two or more types 
manufactured on the manufacturing line are handled in a 
predetermined manner corresponding to its classification on 
a handling line. 
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3) A manufacturing/handling instructing data code 
containing processing information requited for manufacturing 
the fluid components and handling information required for 
handling the fluid component packaged goods is indicated on 
the individual packaging containers in advance or in a pre-step 
of the manufacturing line. 

4 ) Required processes based c/n the processing information 
of the data code are decided/and executed in processing 
stations for manufacturing the fluid components on the 
manufacturing line and required handling based on the handling 
information of the data coke are decided and executed in 
handling stations for handling the fluid component packaged 
goods on the handling lii 

According to the et/ructure of a second aspect of the 
invention (invention described in Claim 2) for solving the 
above-mentioned problems, there is provided the method for 
manufacturing/handling the fluid component packaged goods, 
wherein the fluid component is paint and the fluid component 
packaged goods are Zaint goods filled in paint cans in the 
first aspect of the invention. 

According tJ the structure of a third aspect of the 
invention ( invention described in claim 3 ) for solving the 
above-mentioned/problems, there is provided the method for 
manufacturing/j/andling the fluid component packaged goods, 
wherein the dalU code is a bar code or a two-dimensional code 
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printed or pasted on the paint cane in the fir/st or second 
aspects of the invention. / 

According to the structure of a fourth/aspect of the 
invention (invention described in Claim 4) /for solving the 
above-mentioned problems, there is provided the method for 
manufacturing/handling the fluid component packaged goods, 
wherein the processes on the manufacturing line are at least 
processes for filling the predetermined components into the 
| paint cans and for mixing the paint </ans and the process on 

I tne handling line is at least a pro/ess for classifying the 

jjj paint goods contained in the cans L predetermined shipping 

W yards in the second or third aspect of the invention. 

^ According to the structure^ of a fifth aspect of the 

m invention (invention describe*/ in claim 5) for solving the 

| above-mentioned problems,/ there is provided a 

I* manufacturing/handling inst/ucting data code which is a data 

code to be affixed to a package of fluid component packaged 
goods and which contains L least manufacturing instructing 
data to be utilized in manufacturing fluid components, i.e., 
the contents , and handling instructing data to be utilized 
in handling fluid component packaged goods. 

According to th4 structure of a sixth aspect of the 
invention (inventioi described in Claim 6) for solving the 
above-mentioned problems, there is provided fluid component 
packaged goods/ characterised in that the 



manufacturing/handling instructing data (|ode in the fifth 

/ 

aspect of the invention is affixed on packaging containers 
thereof. 

According to the structure of a seventh aspect of the 
.invention (invention described in Claim 7) for solving the 
above-mentioned problems, there/ is provided a 
manufacturing/handling instructing Aata code which is a data 
code to be affixed to a paint can goods in which paint is filled 
and which contains at least manufacturing instructing data 
to be utilized in manufacturing the paints , i.e., the contents , 
and handling instructing data to be utilized in handling the 
paint can goods in which the/ paints are filled. 

According to the structure of an eighth aspect of the 
invention (invention described in Claim 8) for solving the 
above-mentioned problems,/ there is provided paint goods 
contained in cans, / characterized in that the 
manufacturing/handling instructing data code in the seventh 
aspect of the invention /is affixed to the- paint cans. 

individual packaging containers for manufacturing fluid 
components of at least /two or more types having different 
contents of composition are supplied one after another on one 
and same manufacturing line at first in the method for 
manufacturing/handling the fluid component packaged goods. 

The multi-type goods are manufactured continuously on 
one and same loanuf acturing line by undergoing the process for 
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filling predetermined components to these packaging 
containers corresponding to the classification of/the fluid 
components and other required processes, e.g., a/ process for 
mixing the fluid components. Thus, it becomes possible to 
construct the unique multi-product tVpe concurrent 
manufacturing method of manufacturing the/fluid components 
of two or more types , different from the normal solid processed 
goods, and of completing the manufacturing of the packaged 
goods in the same time. / 



£ The variety of fluid component packaged goods produced 

out of the manufacturing line are .handled next to classify 
and to send to a predetermined shipping yard (or a stock yard) 
decided per type of the products for example. 

in such manufacturing/handling cycle of the fluid 
component packaged goods,/ the manufacturing/handling 
instructing data code containing the processing information 
required for manufacturing the fluid components and the 
handling information required for handling the fluid component 
packaged goods are indicated on the individual packaging 
containers in advanced in the pre-step of the manufacturing 

line by pasting labels or by printing. 

/ 

Accordingly the processing and handling operations in 
each station may b,e decided and executed by reading the section 
of the manufacturing process information within the 
manufacturing/handling instructing data code in the 
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processing stations for manufacturing the fluid/components 
and the section of the handling information/ within the 
manufacturing/handling instructing data code /n the stations 
for handling the fluid component packaged go/ds mechanically 
by using code readers or the like. Thus, J. becomes possible 
to automate the whole manuf acturing/handling cycle of the 
fluid component packaged goods. 

At this time, the merit of the f/uid component pointed 
out in (b) in the section of notified points described above 
may be realized by combining the method of supplying the empty 
packaging containers on which t£e manufacturing/handling 
instructing data code is indicated to the manufacturing line 
r with the method of carrying ou/the processes of filling the 

§2 Predetermined fluid components into these individual 

I containers and of mixing /hem. That is, when the fluid 

^ components are contained within the packaging container, it 

is at least possible to im/lement "processing/ treatment after 
packaging- such as the processes of filling and mixing the 
components, so that L becomes possible to manufacture, 
package. and handle the goods by one data code. by indicating 
the manuf acturing /instructing data code and handling 
instructing data code tegether on the package. 

As a result, /it becomes unnecessary to indicate the two 
types of data cades of manufacturing instructing data code 
and handling instructing data code to the objects of two types 
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of the product and the package in the separate steps for one 
packaged goods like the prior art. Accordingly , /because a 
check system for assuring the two types of data codes to 
correspond infallibly from each other is not required, the 
data code pasting process and a data information processing 
system using a computer and other may be remarkably simplified. 

The above-mentioned operations and effects may be 
achieved preferably when the fluid component is paint or other 
liquid components and when the fluid component packaged goods 
fU are paint 9 ° oda filled in Paint cans or othyfer can containers. 

The above-mentioned operations and effeg4s may be achieved 
preferably when the manufacturing/handling instructing data 
code is a bar code or a two-dimensional o/ode printed or pasted 
on the packaging container such as a /paint can. 

The above and other advantages/ of the invention will 
become more apparent in the following description and the 
accompanying drawing. 

BRIEF PESCRTPTTON ale- Tnv dramtka 
FIG. 1 is a diagram conceptually showing a system of a 
preferred embodiment of the invention. 

DESCRTPTTON OF THE inT.vv.wv n EMBnnrMBHT 
(Fluid Component) 

The present invention/does not limit the type of fluid 
component and is applicably/ to liquid phase, particulate phase 
and gaseoue phase components having a fluid state or semi-fluid 
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state. The fluid component may be also one composed /of only 
single phase material among them or composed of mixture of 
two or more phases of such materials such as solid suspension. 
The one composed of only single phase material described above 
includes emulsion for example. The invention is^ suited for 
liquid components or paint components in particular among 
them. 

Fluid components of two or more types having different 
contents of composition may be produced by th4 invention . The 
differences of the contents of composition include the 
difference of all kinds of content/a of composition 
distinguishable as fluid component goods/ for example, filling 
amounts and color tones of the f luid/component, grades of 
material, whether or not aggregate J added, whether or not 
thickener, water repellent or fungicide is added and the like) , 
beside the case when the type of dm component is different 
and the ratio of the components L different. 
(Step of Manufacturing Two or Mor/ Kinds of Fluid Components) 
While two or more kinds of Auid components are produced 
by filling predetermined compo/ents by predetermined amounta 
on. a manufacturing line in Principle, one which haa been 
already prepared may be used/for part of the components like 
the case of completing l m baeic composition of paint 
separately in advance in manufacture paints for example and 
of producing paints of do or more kinds having different 
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colore by mixing pigments having predetermined co^or tones 
therewith by a predetermined amount on the manufacturing line. 

While the fluid component manufacture step includes at 
least a process of filling the predetermined components into 
a packaging container, it is possible to /nclude other 
processes. Such processes include processed of mixing the 
filled components, giving information by the manufacturing 
instructing data code, checking the quality of the fluid 
component on the assumption that it maV be automatically 
processed and the like for- example. 
(Step of Manufacturing Two or More Ki/da of Fluid Component 
Packaged Goods) 

Because the above-mentioned sy£ep of manufacturing the 
two or more kinds of fluid components also becomes the step 
of manufacturing two or more kinds/of fluid component packaged 
goods , the both steps are completed basically in the same time. 

More strictly speaking, a /recess for sealing the package 
such as a capping step for casing a filling port is included 
in this step because the p/ckaging container of the fluid 
component has at least the Ailing port for filling the fluid 
component. This package dealing process may be carried out 
arbitrarily at required/timing. For example, when th« fluid 
component mixing step L carried out by inserting agitating 
means to the packaging container from the filling port, the 
package sealing precise is carried out after the mixing step. 
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When the fluid component mixing procees is to be carried out 
by holding and swinging or rotating the whole packaging 
container, the package sealing process is carried out before 
the mixing step. 

The shape and material of the packaging Container are 
not limited specifically in the invention. However, because 
the manufacture/handling instructing data code is indicated 
on the packaging container, a soft and flexible bag is not 
preferable as the packaging container £rom the aspect that 
it is not easy to indicate and to read the data code reliably 
by a code reader. A preferable container is a packaging 
container which is made from a rigitf material such as metal 
and plastic and which has a flat su/face so that the data code 
may be indicated readily at a regio/ where it can be read readily 
by the code reader, a cubic J rectangular parallelepiped 
metallic paint can which is us4d often as a paint packaging 
container is an example suited most as a container. 
(Step for Handling Two or/ More Kinds of Fluid Component 
Packaging Goods) 

The fluid component/packaged goods produced one after 
another in the above-me/tioned steps are handled next in a 
predetermined manner c/rreeponding to the type of the goods 
in a handling line. While the contents of the handling are 
not specifically lim/ted, the typical one is to specify the 
name of a consignee /and a carrier and to classify and convey 
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the goods to a shipping or stock yard corresponding to that. 
Beside that, the handling contents include those operations 
of placing the goods at a specific positio/of the shipping 
or stock yard, managing a number of stoc/ks, collecting a 
plurality of goods, and packaging a plura/lity of goods in a 
batch. 

It is also possible to include the/handling instructing 
data^ effective for automating cert/in handling works of 
handling and storing in/taking the /packaged goods out of a 
warehouse in the data code described above by expanding the 
concept of the "handling works" of /he fluid component packaged 
goods under the cooperation of ^hipping agents or of users 
at the destinations. 

(Manufacturing/Handling Instructing Data Code) 

Preferably, the manufacturing/handling Instructing data 

code is a so-called bar/code or more preferably, is a 
two-dimensional code w/ich allows a larger amount of 
information to be set. /other than those, it may be of a type 
of setting information by punching through a card in a 
predetermined mode /or example, in short, it will do if it 
can be read mechaniLlly by a reader such as a code reader 
and can be processec/or handled automatically in a processing 
station or a handing station through information processing 
via computers , 
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Although the mode for Indicating /the 
manufacturing/handling instructing data code on the packaging 
container is no t limited, preferably/ the 
manufacturing/handling instructing data- code U printed 
directly on the packaging container or a label o/ which the 
manufacturing/handling instructing data code is/indicated is 
pasted on the packaging container . The region ok the packaging 
container where the label is pasted is not Lmo limited and 
the region where the manuf acturing/handl in/ instructing data 
code can be read readily and reliably J the reader may be 
adequately selected and pasted. In ca^e of a paint can for 
example, it becomes easy to design/a manufacturing line 
including the disposition of the co4e reader in many cases 
by pasting the label on the flat portion of the upper surface 
(top board of the can), it cau/es no problem even when a 
cylindrical paint can is used. Lm label may be pasted on the 
side or bottom of the can as/a matter of course. 

The manufacturing/hand/ing instructing data code may be 
also indicated in advance/on the packaging container to be 
supplied to the manufac^ring line or a label issuing and 
pasting unit may be Installed at the pre-step of the fluid 
component manuf acture/tep in the manufacturing line to paste 
a predetermined ki^ds /number of manufacturing/handling 
instructing data coL on the packaging containers one after 
another as scheduleo. Because the manuf acture/handling works 
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of the fluid component packaged goods are decided by the type 
and the number of issued labels in those cases, th4 operation 
of the whole manufacture/handling lines of thfe factory is 
controlled automatically by the labels. Accordingly , it is 
possible to construct a manufacturing system for managing a 
manufacturing plan of a day or a week by the/type and the number 
of issued labels. 

At least, manufacturing instructing data to be utilized 
in producing the fluid component and )4ndling instructing data 
to be utilized in handling the f luifc component packaged goods 
are included as the content* of information of the 
manufacturing/handling instructing data code. 

However, in the manufacturing or handling line of 
multi-type fluid component/ and of fluid component packaged 
goods, there is also / step which is processed more 
conveniently by processing manually rather than automatically . 
Accordingly, the effect of the invention may be assured when 
at least one process A the manufacturing step and one process 
in the handling step 7 (the process for deciding and executing 
the type and the amc-unt of component to be filled in the fluid 
component manufacturing process and the process of deciding 
and executing /the classification of goods in the fluid 
component pac/kaged goods handing step for example) are 
automated W all processing/handling works other than those 
need not be/ always automated. 
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Therefore, data for instructing one process in the 
manufacturing step and data instructing one/process in the 
handling step (data instructing the type dnd the amount of 
the component to be filled or manufacturing instructing data 
of the other type in the fluid component/ manufacturing step 
and data instructing the classification of the goods or 
handling instructing data of the other type in the fluid 
component packaged goods handing step for example) just need 
to be Included in the manufacturing 7 instructing data and the 
handling instructing data. 

It is noted that the utilisation of the manual works is 
effective particularly in rece/ving an order and in shipping 
the goods on the day. it becomes easy to limit shipping time 
on that day (moving up the /ime or adjusting to collecting 
time of a truck on a route /or to change the production plan 
when an order is canceled on that day. 

The manufacturing/Handling instructing data code may be 
structured so as to coa/ain all data required for inducing 
the manufacturing and/ handling works to be automated to be 
able to directly instruct processing and handling works in 
the processing or handling station . it nay be also structured 
so as to contain oniy identification data (id code or the like) 
indicating the ty/e of the goods to be able to take out necessary 
manufacturing ar/d handling instructing data from a memory of 
a host compute/ based on that. 
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[EMBODIMENT] 

I Heart, one embodiment of the invention will be explained 
based on FIG. 1 which shows an exemplary system of the method 
for rianufacturlng/handling the fluid component packaged 
goods 

ie system of the present embodiment is a system for 
concurrently and continuously producing multi-type paints 
contained in paint cans . The type of the paints is divided 
roughly \into paint containing predetermined aggregate and 
paint noW containing it. Paints having a predetermined 
plurality^ of color tones are produced by adding pigments of 
respective colors to the both types of the paints (there is 
a case wheh no pigment is added) . 

The syktem shown in FIG. 1 comprises a manufacturing line 
1 for preparing paint components to be contained in a can and 
a handling lilne 2 for classifying and conveying them. Whether 
these manufacturing and handling lines should be composed of 
a singular li^e or a plurality of lines may be arbitrarily 
changed . 

The manufacturing line 1 starts from two paint can 
supplying pathsU and 4 composed of a conveyer and others having 
a capability of Wveying the goods in the direction of arrows 
in the figure. k int cans 5 eupplied to thQ pa in can supplying 

path 3 are empty caU in which the paint containing no aggregate 
is scheduled to be produced. Paint cans 5 supplied to the pain 
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can supplying path 4 are filled with blank base paint (whose 
basic composition is completed in advanc/ and whose 
composition as the paint is completed by filling pigment) in 
which predetermined aggregate has been added, 
jj^^ Then, a labeler 6 pastes j labels no^shown] on which the 

manufacturing/handling instructing /data code having 
predetermined Information contents i/ indicated on the paint 
can B 5 conveyed through the two paint can supplying paths 3 
and 4. At this time, whether the /paint can 5 is the empty can 
or the can filled with the blan* base paint is discriminated 
adequately by manual or automatic means. 

The manufacturing/handling instructing data code 
contains information regarding on whether it is the aggregate 
added paint or not, on the/peration for filling the base paint, 
on the operation for /adding the pigments and on how the 
components are to beykbced as the manufacturing instructing 
data and informatio/regarding on the classification of goods 
per type, names off consignees and shipping agents as the 
handling instructing data, or, the manufacturing/handling 
instructing dat4 code may include the identification code of 
the manufacturing instructing data and the identification code 
of the handl/ng instructing data so as to be able to collate 
to a computer about the manufacturing instructing data and 
the handlirig instructing data. 
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It is noted that while the paint can supplying path has 
been divided into two lines due to the manufacturing situation 
and to the convenience of the line desiqrf, those paint can 
supplying paths 3 and 4 may be unified/as the circumstances 
permit . 

The paint cans 5 on which the label of the 
manufacturing/handling instructing data code has been pasted 
by the labeler 6 are divided/and sent either to a first 
processing line 8 in which /the aggregate added paint is 
produced or a second processing line 9 in which the 
aggregate-less paint is produced as the respective data codes 
are read at a line selecting section 7. That is, the paint 
cans 5 in which the aggregate added blank base paint has been 
filled are sent to «ie first processing line 8 and the paint 
cans 5 which are empty cans are sent to the second processing 
line 9, respecti/ely. 

Pigments or predetermined colors- are filled into the 
aggregate added blank base paint which has been already filled 
in the paint/cans 5 sent to the first processing line 8 by 
a predetermined amount as the information of the 
manufactu/ing/handling instructing data code is read by 
mechanical means such as a l^odTreader not sh^ in a filling 
atatio^ 10 for filling pigments. Then, their filling ports 
are s4aled by caps by a cap closing unit not shown and they 
are ient to an agitating station 11 to undergo a mixing process 
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so that the paint components are agitated /nd mixed 
homogeneously. 

A large number of agitating unitB are installed along 
the line because the agitating station 11 .requires a longer 
processing time as compared to the other steps. While this 
agitating unit holds the sealed paint can 5 h/ving rectangular 
parallelepiped shape by a clamp to shake, </gitate and mix the 
contents homogeneously, another agitatin/ unit having another 
she erne may be adopted. 

Meanwhile, because the paint can4 5 sent to the second 
processing line 9 are empty cans, they are sent to a filling 
station 12 for filling blank base Zint at first. Here, the 
information of the manuf acturina^handling instructing data 
code is read by mechanical mea/s such as a code reader not 
shown to fill the blank base/paint having a predetermined 
composition by a predetermined amount. Then, they are sent 
to a filling station 13 tjk filling the pigments, which is 
constructed in the same inner with the filling station 10, 
and to an agitating stai/ion 14 which is constructed also in 
the same manner with tne agitating station 11 via the work 
for sealing the cap /f the filling port by the cap closing 
unit constructed in/ the same manner with that described to 
undergo the agitating and mixing etep. There is a case when 
the paint cans 5 J not undergo the mixing a te P in the agitating 
station 14 depending on the type of the paint cans 5 (when 
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the blank base paint is filled and no aggregate nor pigment 
is added for example). / 

While the first processing line 8 and the second 
processing line 9 are divided intentionally as th/ lines for 
the paint cans 5 of the aggregate added paint and for the paint 
cans 5 of the aggregate-less paint by taking the Manufacturing 
efficiency and others into account, it is off bourse possible 
to unify those lines into one line having the b4se paint filling- 
station, a pigment filling station and an/agitating station, 
on the assmption of utilizing the manufacturing/handling 
instructing data code. 

The paint cans 5 of the aggrega/e added paint which have 
S3 ™*ergone «i. steps of the first processing line 8 and the 

P paint cans 5 of the aggregate-le/ paint are conveyed to the 

W next handling line 2. 

D 

^ in the handling line 2,/the paint cans 5 from the first 

processing line 8 are convened on a conveyer path 15 and the 
cans 5 from the second n/ocessing line 9 are conveyed on a 
conveyer path 16 (the c/nveyer path 15 and the conveyer path 
16 may be unified) tc/be aent to a classifying line 17. 

A classifying pfoint 18 for shipping /stocking a required 
number of goods is/provided in the classifying line 17 to read 
the handling inducting data of the manufacturing/handing 
data of the pai/t: cans 5 sent one after another by mechanical 
means such as a/code reader to transfer only the corresponding 
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paint cans 5 prescribed at the classifying point 18 to 
corresponding shipping pallet 19 or a stocking pallet 20 and 
to pass the other paint cans 5 as they ar4 to send to the next 
classifying point 18. 

As described above, the system efe the present embodiment 
allows a large number of and a great variety of paints to be 
manufactured continuously and 7 efficiently while being 
contained in the packaging containers and the classification 
thereof and the classification of the pallets per each 
shipping/stocking destination to be carried out automatically 
without causing miss. 

While the preferred embodiment has been described, 
variations thereto jWLH occur to those skilled in the art 
within the scope of the present inventive concepts which are 
delineated by the following claims . 
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